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In order to track our success, we had to determine some Key 
Performance Indicators (KPIs), including inventory levels and stockout 
percentages. One of our more specific goals was to improve the 
company’s overall performance in each of these areas. First, however, we 
had to determine the company’s starting position in these areas.
To calculate the total cost of inventory on hand, we collected the 
“Product Cost Reports” for each of the products that we had planned to 
put on kanban. These reports gave us the total cost for each component 
that went into the production of each individual large turbine, including 
the direct cost of labor and materials. We counted the current inventory 
on hand, as well as determined the ideal supermarket values. Using all of 
this data, we were then able to compare the current and potential future 
costs of the inventory for VIBCO.
A stockout percentage represents the percentage of times that our 
kanban value does not meet the daily demand. Based on this data, we can 
decide whether or not  to raise or lower the original kanban values that 
we had calculated. Additionally, we monitored the on-time delivery 
percentage as well, since one of VIBCO’s main goals is “same day, next 
day” delivery. In order to measure these values, we reviewed the daily 
open orders report, each day. 
At the beginning of our project, we also conducted a time study on 
each section of the large turbine manufacturing process, including 



























































































































A 55430 55430 20.09% 20.09%
B 24870 80300 9.01% 29.10%
C 24700 105000 8.95% 38.05%
D 19170 124170 6.95% 45.00%
E 16880 141050 6.12% 51.12%
F 16500 157550 5.98% 57.10%
G 9610 167160 3.48% 60.58%
H 9180 176340 3.33% 63.91%
I 8930 185270 3.24% 67.14%
J 6660 191930 2.41% 69.55%
K 6300 198230 2.28% 71.84%
L 5930 204160 2.15% 73.99%
M 5660 209820 2.05% 76.04%
N 5320 215140 1.93% 77.97%
O 4670 219810 1.69% 79.66%
P 3990 223800 1.45% 81.10%
Q 3960 227760 1.44% 82.54%
R 3840 231600 1.39% 83.93%
S 3810 235410 1.38% 85.31%
T 3810 239220 1.38% 86.69%
U 3300 242520 1.20% 87.89%
